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(57)Abstract: 

PROBLEM TO BE SOLVED: To improve airtightness 
of an air bag and to prolong an inflation maintaining 
time by overlapping or folding airtightly sealed 
cloths/cloth, connecting their/its outer circumference 
parts together so as to sew them up, and covering 

the sewn part from the inside of the air bag by means £g^T r t 4(c) 

of a sealing member. ^ - \ J_ 

SOLUTION: In an air bag 1 t a bag part 1a is formed by '"'^ff^^t 

sewing up the outer circumference parts of cloths 8, 7 

9 after two cloths 8, 9 with the same shape are J' $ , ; . 

overlapped with each other, or alternatively, after a J ^ 1 

symmetrical shape single cloth is folded double. The . -|; JjL^" 1 ? 

outer surfaces of the cloths 8, 9 are coated by means 

of rubber coating material 4 such as chloroprene 

rubber for maintaining their airtight condition. On the 

other hand, a sewn part 3, in which the outer 

circumferential edge parts of the air bag 1 bag part 1a 

are sewn up, is covered by means of a silicon rubber 

tape 7 serving as a sealing member from the inside of 

the air bag 1. In this way, airtightness of the air bag. 1 is improved and an inflation time can 
be prolonged. 



LEGAL STATUS 

[Date of request for examination] 

[Date of sending the examiner s decision of 

rejection] 

[Kind of final disposal of application other than 
the examiner's decision of rejection or 
application converted registration] 
[Date of final disposal for application] 
[Patent number] 
[Date of registration] 

[Number of appeal against examiner's decision 
of rejection] 



(i9)H#Bfcf¥;? (jp) 



^¥10-129380 

(43)&WB ¥&10¥(1998)5J319B 



<51)Inta« 

B6 OR 21/16 

B2 9C 65/72 

B6 OR 21/22 

//B2 9L 22:00 



F I 

B6 0R 21/16 

B2 9C 65/72 

B6 0R 21/22 



*fflfe£ «^(D»16 FD (± 6 JO 



(21) UK*^ 


49R¥8 -30106S 


(7DWEA 


000003148 










(22)ffiKB 


¥j«8*p(1996>10E24B 




;*dBff*dKTfjEKflCF* 1 TB17#18« 






(72)#9«f 


Ojffi & 








*Etfn5KiEF3UTB17#18^ 














(72)5893* 


mm m 








*ETUBKflCF«lTB17#18^ *t¥=f 














(74)ftSA 





(54) Kf!©***] MMX7/tyjr<QlHDErllc 

(57) oaai 

XfTP t.mz, Z.<Dfflm 3 SriT/ty ^ 1 & 




* ~>-)W\zx&m£Vit>z> d <t£4$Sfc£-r-5»flx 

[it^5] \mmm\zi'-)i\stztt&m&\s$tdi& 
m±tt ak> d \z&~iTWt?z> z. t&&& t.?z>®m 

3~tV >Vm%te&frZ>£Mz. Z.tibzi-7-j >tf 

m<Dmzfflfc<Djfm&3&~>~ zw^mfczi 
lessen, cion— ^-o^HiCcto^v— jpsrurc 

sftsfcli 5 £fcte 6 fB®0(B«SPfflxT/N*^ ^©iaig^ffc. 

^fostar, ^<mM&&m&-r2>z\&z&r>&&$:M 
i&u z\(D^zm%<D&mi!W\zmm2 j £z>®nRix- 

<Da— f-op'm&i&ffctzt.wz. z\nt>&&£>mv> 



(2) 4$fffl¥ 10-129380 

t^t, ±t£8t&ffi0^tim$irc.ittia&3-2>Z\£\z<i: 

jk*u z\<nm®£im<D!gmmzmm ^^nei 
t>&&&m<Dzi-j-j >trmm±*e;ttximm\z& 

10 0^-r^^t$^i:-r§{BflgI5fflx7/ty^SSi^ 

m^m 1 1 3 ±fE^nfmtfcp "j >> ><ca-^ 

[|g*^12] H{^^{C->-;H,^S;m&L*fc 

20 j&&l>. z:<Dm&zm%<nj^&mizmmzitz>®mm 

DR$gl3] mmBiz^-J^rcM^M^^tc 

j&&l> z.(D^£m%<Dm.mmzmmisitz>&mm 

X.7rtytf\Z*5\,->X, ±u&tt<Dm&nM£fcizmajm 

^mt-r^mmx.7/^ poimzm, 
unmmi4] ±^^^tz\m^<m\z. z.<n&£> 

^ i mzmsflMmmxrnv yommxte, 
iznxm 1 5 ] mm&izis-)ui,tefii$:me>i,3ircL 
imomtsx. ^oMm^t^-t^ z.nz^o mm* 

& 

[|t#]S 1 6 ] ±iaP6S=fA©3— >^JB75*fc± 
[000 1] 



3 

ti^T/iy#<ow&fifflzM*)* mv<\tz\<mmm 

[0 0 0 2] 

[0 0 0 3] ±&ttTrtytr^\mm&Wft>^mL 

&ffimmi,zmbi>T. c 017; \* y ^^.•mm.z^-D 

[0 0 0 4] £©J;5fc{9JSBfflx7A'>;/£'te, 0flxi£:7 
□ >htf^— GtigdtOtL QVmtDV't F/t^Ufr^CH 

gtt. 7n> str^-Sk jk-7t>-< ku— jusr. 
"rnvtrin mmm\zY^-z^mtis.\zmmL,mA^ 

iSWO*i^»fci!)g s ec©fi 
0 , ©X7/ty jTOJ&m seci> 6»-hn seci 

14. ■aSttB$IB)&&cs e c ,hA<-r3 1 
[00 0 5] 

[0 0 0 6] 

[0 0 0 7] fefe. BI*«2©llHaRfflx7;^2;y©HJfi 

n*. :ffi»u*0©ffiK&fT-3fc&£. cme><D 



(3) tir0H¥l 0-129380 

[0 0 0 8] —13. U^5<Dtmmx.T/^yifffmS. 

■m&t. ^wmmmiz^-ju^rz^m^v^tdit 
tfrOfiteT, *©flHffl*ft^scfcKJ:9Sa»&» 

fiEU C©^g|5Sr*i^O-lS|5fflD5l^lffl$-ti:-5ffl'Jg6fflx 
7/tyirtC&HT, J^ffi©&i^EKl**iUB!£=fA© 

1—^-4 >ifM$:Mi$r?z>£:#k\z, c©=3— 5V ytrm 

[0 0 0 9] M^6©Mffifl]X7/ , <yj'©fije 

^tofig ugsrr * ^ t tts. -tux, En&ai 

mm 5 £fc«6 ©HJfc&iacSJVvr, ±SaHBSrf AOn 

[ooio] flw. ^m<om^ms<D^mm^-Tny 
*«iawx7/ty^c*v»T, ±ssm©&t^&®tc^^ 

\zm$-z\ i k «t o *&© usf? ^ <h*tr, ±ia^&ffi 

[0 0 11] Sifc. ISjfcSl OWffliJ^fflxT/^-v^wS 

<t-rs. ;:©«^> tt^iii i©cfc-5{c, ±se^^i^f± 
mzmrz.t.\z^.r)^a<oiy—)vt:noiimz. ±mz&£ 

40 *^is*«i 2©«toic, im^mm^v 

Z\ t nJffiT^S. 
[0 0 12] S6C*fB9i©fl*ai 3©ffliJgBffix7A* 

vifwm&smi* m^mB\z^—)v\,tzM^m^^ 

fflX7/tyifK*lr»T. JJE^Ott^ffiM^C^RT 
U ^ > h £^ 5 ^— C t. \Z «fc 0 * 
50 ;H£fr3 ±ia»&ffi©*»J^u^>>— 



5 

[0 0 131 *fgW©iil#J£il 5CDM8B8 

5 «>fii£&&lc$ft >T, .B S6DBl=f A©3 -^w >i^S 
[0 0 14] 

[0 0 15] 

mmvmm&BMi bit, 

[0 0 16] 01 f4*38TOaB^B©««RfflX7'/ , Cy y 
S^-f&mB. H2IMl©A-Aa»BIiH, 03«H 

[0 0 17] _hf£XX/\*yyiW~ ITOD2t6Wtf&8, 

8rDSfcfc!fe u(D*8. 9©^/^aB£&£-r£>££: 
K<fcD^l a£fl&£LT:fcO, d©^8. 90>J*^ 

[0 0 18] — JJEl7A»y^nU 13 HCi^ 
«fc"5K, ftfflCDli^30fl8l<^t>ft4€X7/Xyj'' 

6 t&LTl^. 

[0 0 19] *-UC, £©ga»BlRK*JV»Tft 03 \Z 

fflStliKJ: -d z> z.h\zM, d©f£S!g|$3<z>-> 
f «fc 5 tmffl. 3 ©Sffi<h*£g!<Z>£S 0 ft 4 ©BBC** 



(4) 4#08¥ 10-129380 

6 

*/ U 3 >3*A £3— 5V >m c <h <fc Off -5 c itf 
pJ#lT&£. *WffliH3*fr3itHc T^8, 

9 tr±sB3*An-^ >^t*r^t t<fc d cne.^ 

[0 0 2 0] &\Z, H5tt«3m$ftD{RiBHlX7r( 
10 ^y^-T»riS0. B6fi^X7/Xy^©tt&«*5*rr 
l£*®r®|gT&»3. £®X7/Xy^®£ftfflHft£nH3 

^«H^^C->-;PLfrlii8, 9£fi£U -e®^- 

1 a**i^©^fflt^ldgro$1|--5ffl!)gOTxT/N*yyx- 
2)0, m 6 tC^-T J; 5 lC±f B*|7 8 . 9®&tt&SC&<r 
WdA©3-r-f >^/B 1 0 tt&ffct^ tMZ. Z.<D 
a-TvO^Bl OH0±£3~A(DO 1 UcioTt^b 
TV>5. ±ISmtg^ffi8 a> 9 a(DJnBS3*An— ^-f > 
20 ^SlOtt. ^8. 95:'>— ;U-T-5^:«>CDJ!)DBg=fAa— 

[0 0 2 1] H7f33B4*M0K»O«iaWX7/fyy© 

SOTXTAv/^Wu Sf^BtCv— ;i<L^8. 9®# 
t^ffi 8a, 9 a K^c*lB8tJ ^ >^JB 1 0 

^/Srrsi^tc, uti^n-r^ >ys i o rouges 
30 m 2&m.i,tm?z>z\t.\z&r)i<[i%, 9^mmim 
i o «^<D->-;i/fflrf A3— t-4 >vm i o ' £-mz 

[0 0 2 2] JfclC B 8 t±*fgojm 5 33£^CD{StJgOT 
X7/\*y^CD^gP^-m^»fE0TfeO> 

^©«B»fflx7Ay^ii4. msssmzts—Ms 

— J-* >tm 1 3 &Btirtr& t.mz, z.n e> 3— f-^ > 
40 ^ei 3H±*^b*r» 3WR*fc»3an©©g»c«k*)lp 

ms\m-?Z>Z\£.\Z£.*)ftS. 9<Dftffi8tm±<D\%&$: 
'ttiT^&e Z.<D*&ik. m8\Z5f&£?\Z. ±!55feTOS 
^AC3-f>f 1 3 £_bsB&;ft 8 , 9 ©^iS 8 
a, 9 a<M£{WCig-tC: ttCj; 0.^8. $<D=s-)V& 
frotrnz, ±ia^S8a, 9aO*S;MSfctai 
KTZZHZk*) Z\<Dm£ffi8 a, 9 affl^-f-/^ 

bi 3©^inau*irr*iitt>?it&r»«. 

[00 23] EI 9 {±*f8B^ 6 Hi£®^(D#JSCfflX7/\* 
50 O5^#S^reTEl*05i:l^i;T$.-5. -f&fc>-£. d<D 



7 

£IS8a, 9 aK^JKBJffitt Gg&Iktt) 

>cd3-t--y >ifm 1 4 zBffcr&zimz, jmsn— 

x>r 1 4 Rtt*#txerORffliMcJ; 0»&UT<r» 
-5„ &:i30k::fctt-5 1 0' Hfli8, 9 JVt&rctb 
<D3lxn-7-j >trMT'$> K> . 8 . 9 e, 

3fc> ±!2**l*mi±#U?l^>©3— T^r >*W 1 4 
£jb!3&;fiJ8, 9©|^I8a, 9 afl«£#K3&r££ 

a, 9 a(Dfr&1xmr2>Z.£.\Zj:Q. Z.(Dt^M8 a. 
9 aCDIl-T-^ >:?J1 1 4 0*5rl^gS6L. ±|B?li 8 , 
9 m±%m£-? 5 £ t PltST* -5. 

[0 0 2 4] Sfc. 38$8Bg)B&l/Tei 1 1 IC^-Tct 
■5 te. ±|B* U £ V5> >im 1 4 <7><tb 0 Id 

WtttfWRIOffiH: G^Stte) * U -7 >>- hi 5 £ 
^iOf^ffi8a, 9afCvS*— KU 
>^>- h 1 5 &mmtZ> Z\hlZ<£K) ±t$fe£m 8 a . 
9 a W}t&^ff -5 £ t bnim-Cfo 5. 

[0 0 2 5] 2£K:0l 2\zttc$-£.?\z, ±tefrft8, 

9 cDg^ffi 8a, 9 &®i£mzm»im&# U <7 ^ >-> 

— M 5*55*— h-rSdtfCi;0^8. 9(D->-;P 
Zft?£MZ. ±|2!££ffi8a, 9a<Z)tf'J'7l'*>v' 

-hi so^^sirrs^tn.toifafus, 9isi± 

[0 0 2 6] JtfBfilK m2^Sg?^gi*l^<te(D 

lliS^g8K»lB!lgBfflX7'A*'>^-fcV i T. S^®8 a> 9 
a©J^*fe«^"<75«tC, 0iRtfBl U-^T^otr 
±IEJ££®8a, 9afrfli8, 9 |ltt£:Si^r-5g|g 1 

[0 0 2 7] 01 3te*fg9#>fgl 0I»I 

XT/\>^fflflJ8. 9©&J^i58a, 9 a'fc&crftHS 

=fA©3-^ >>/jg i o dtie>n 

8 a, 9a{wflT8, 9 |ig±£$££-r£>*i§S 1 7 SriSUT 
8. 9 SIS (SfefiSffi) (D£fc\Zffi2ftX&K>. Z\(D 

~/—)imz\—7-4 >?m i o ' ic j; o 8 . 9 *t->— ji/ 

AyT'OlSi&S&Tte, ffi^fBX7/\'>>^0>J££-g5£>-> 

[0028] ^wMcommomm^mmvrz/)^ 

Z. ZLT'^O 7 S. *— h tlffi H* 'J «7 ^ >^<D->— h 
-5 



(5) 10-129380 
[0 0 2 9] 

€). 

immcDwmzmm] 

im i ] i mm&i&<Mmm^7rty pern- 
io $mm-z&2>~ 

[E2] mKDA-Ammmre&z* 

[03] 020BgCO^fc*:0T?$>S. 

[04] *mwm2mimmvmMm*7rtyt''<Dtger 

[05] *^9!m3ll(?S^S8<DlHiJg|5fflxT/\*>>y2r^-r 

[06] [^XT/NV^^eB*^«*«riS0-e^ 
•5. 

[07] *|g^4||Sg^3g<D<n!lSOTXT>'ty^O^ 
20 6C€r^t1t^»fli0Ta&-g>o 

[08] *%^5^6S^ffi©ffiiIgiraxT/\*-y^co^ 

[09] *IE^6iai©^©ffi!lSBfflXTA*-y^om^ 

[010] *3fS^S7^!iOgai<D{ailg|5fflX7AV^}t 

[011] ^iS8»iC«|iffil7/^y ^©t* 
-&eBSr^ttfc*C©rffi01?S)-5. 
[012] *5g?^ 9 *^M<CKR5SPfflX7y ycom 
30 ^B*^t*fc*^fB0-C*-S). 

[013] *^B^10^^i<Dl)l«g|5fflX7'A^^» 

1 X.TAy{f 
la 3§gB 

2 MPgS 

3 ^SSE 

4 USSOBeOft 

5 /J-^fL 
40 6 

7 yij3>a'Af- ^ 
8, 9 *fr 

8 a, 9 a 

1 0 iDBi£d > A3— ^ >^*® 

1 0 ' flJ->— ^fflrfAa— ^-Y >^/S 

1 l rfA©9 

12 5fetlD^P*A'>— S 

1 3 JftlX&J&zi— >ifm 

14 mfiw&£vvu9>^— Tsotm 
50 15 f5ftBran£*u^^>->-K 



1/2 ^— v 



* NOTICES * 

The Japanese Patent Office is not responsible for any 
damages caused by the use of this translation. 

LThis document has been translated by computer. So the translation may not reflect the 
original precisely. 

2.**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



CLAIMS 

[Claim(s)] 

[Claim 1] carrying out the polymerization of the cloth which carried out the seal almost 
airtightly, or turning it up, and joining the periphery section — **** — forming — this **** — 
the window part of a vehicle — the manufacture technique of the air bag for flanks 
characterized by making this sewing section cover with a sealant from the inside of an air bag 
in the air bag for flanks which the side is made to develop while sewing performs the above- 
mentioned junction 

[Claim 2] carrying out the polymerization of the cloth which carried out the seal almost 
airtightly, or turning it up, and joining the periphery section — **** — forming — this **** — 
the window part of a vehicle — the manufacture technique of the air bag for flanks 
characterized by for the front reverse and sewing remaining and making this sewing section 
cover with a sealant from between **s in the air bag for flanks which the side is made to 
develop, respectively while sewing performs the above-mentioned junction 
[Claim 3] The manufacture technique of the air bag for flanks according to claim 1 or 2 made 
to perform by coating these cloth with silicone rubber after performing sewing of the cloth 
periphery section for the seal of the above-mentioned cloth. 

[Claim 4] The manufacture technique of the air bag for flanks according to claim 1 or 2 that 
the seal of the above-mentioned cloth is beforehand made by coating silicone rubber etc. 
[Claim 5] carrying out the polymerization of the cloth which carried out the seal almost 
airtightly, or turning it up, and joining the periphery section — **** — forming — this **** — 
the window pa rt of a vehicle -^ the^ manufacture technique of the air b ag for flanks 
characterized ^ pasting up these coating layers with rubber cement /in the air bag for flanks 
which the side is made to develop while the coating layer of vulcanized rubber is formed in 
each plane of composition of the above-mentioned cloth, respectively 
[Claim 6] In the air bag for flanks which the side is made to develop carrying out the 
polymerization of the cloth which carried out the seal almost airtightly, or turning it up, and 
joining the periphery section — **** — forming — this **** — the window part of a vehicle 
— The manufacture technique of the air bag for flanks characterized by inserting a beltlike 
non-vulcanized rubber sheet between these coating layers, vulcanizing this non-vulcanized 
rubber sheet, and pasting up while the coating layer of vulcanized rubber is formed in each 
plane of composition of the above-mentioned cloth, respectively. 

[Claim 7] The manufacture technique of the air bag for flanks according to claim 5 or 6 that 
the coating layer of the above-mentioned vulcanized rubber was given to the whole cloth, and 
the seal of the cloth was carried out by this coating layer. 

[Claim 8] carrying out the polymerization of the cloth which carried out the seal almost 
airtightly, or turning it up, and joining the periphery section — **** forming — this **** — 
the window part of a vehicle — the manufacture technique of the air bag for flanks 
characterized by doubling the coating layers of each [ these ] plane of composition, 
vulcanizing by heating or the pressing and pasting up in the air bag for flanks which the side is 
made to develop while the coating layer of an unvulcanized rubber is formed in each plane of 
composition of the above-mentioned cloth, respectively 

[Claim 9] The manufacture technique of the air bag for flanks according to claim 8 which 
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vulcanizes only the coating layer of this plane of composition, and is pasted up by heating or 
pressurizing only the above-mentioned plane of composition while the seal of cloth is 
performed by giving the coating layer of the above-mentioned unvulcanized rubber to the 
whole plane-of-composition side of each above-mentioned cloth. 

[Claim 10] carrying out the polymerization of the cloth which carried out the seal almost 
airtightly, or turning it up, and joining the periphery section — **** — forming — this **** — 
the window part of a vehicle — the manufacture technique of the air bag for flanks 
characterized by doubling the coating layers of each [ these ] plane of composition, and 
joining by the thermofusion in the air bag for flanks which the side is made to develop while 
the coating layer of thermoplastic polyurethane is formed in each plane of composition of the 
above-mentioned cloth, respectively 

[Claim 11] The manufacture technique of the air bag for flanks according to claim 10 which 
carries out the thermofusion only of the coating layer of this plane of composition, and joins 
the above-mentioned cloth by heating only the above-mentioned plane of composition while 
the seal of cloth is performed by giving the coating layer of the above-mentioned 
thermoplastic polyurethane to the whole plane-of-composition side of each above-mentioned 
cloth. 

[Claim 12] carrying out the polymerization of the cloth which carried out the seal almost 
airtightly, or turning it up, and joining the periphery section — **** — forming — this **** — 
the window part of a vehicle — the manufacture technique of the air bag for flanks 
characterized by joining the above-mentioned cloth by installing a beltlike thermoplastic 
polyurethane sheet to each plane of composition of the above-mentioned cloth, respectively, 
and carrying out the thermofusion of this polyurethane sheet to it in the air bag for flanks 
which the side is made to develop 

[Claim 13] In the air bag for flanks which the side is made to develop carrying out the 
polymerization of the cloth which carried out the seal almost airtightly, or turning it up, and 
joining the periphery section — **** — forming — this **** — the window part of a vehicle 

— The manufacture technique of the air bag for flanks characterized by joining the above - 
mentioned cloth by carrying out the thermofusion on l y of the polyurethane sheet of the 
above-m entioned plane ot composition while the sealof cloth is performed by laminating a 
tEermoplastic polyur ethane sheet in the whole plane-of-composition side of each above- 
me ntioned cloth T 

[Claim 14] 13 is [ the claim 5 which gives sewing which sutures cloth to this plane of 
composition after the above-mentioned adhesion or a junction, or ] the manufacture 
technique of the air bag for flanks given in one term either. 

[Claim 15] In the air bag for flanks which the side is made to develop carrying out the 
polymerization of the cloth which carried out the seal almost airtightly, or turning it up, and 
joining the periphery section — **** — forming — this **** — the window part of a vehicle 

— The manufacture technique of the air bag for flanks characterized by giving sewing which 
sandwiches a beltlike non-vulcanized rubber sheet between thes e coating laye rs, and sutures 
cloth to the above-mentioned plane of composition with this rubber sheet not being 
vulcanized while the coating layer of vulcanized rubber is formed in each plane of composition 
of the above-mentioned cloth, respectively. 

[Claim 16] The manufacture technique of the air bag for flanks according to claim 15 that the 
coating layer of the above- mentioned vulcanized rubber was given to the whole cloth, and the 
seal of the cloth was carried out by this coating layer. 



[Translation done.] 
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* NOTICES * 



The Japanese Patent Office is not responsible for any 
damages caused by the use of this translation. 



1. This document has been translated by computer. So the translation may not reflect the 
original precisely. 

2. **** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



DETAILED DESCRIPTION 

[Detailed Description of the Invention] 

[0001] 

[The technical field to which invention belongs] this invention — for example, the window part 
of the pillar section or the roof side-rail section to a vehicle — the manufacture technique of 
the air bag for flanks developed to the side is started, and it is related with the seal technique 
of the joint of this air bag for flanks in detail 
[0002] 

[Description of the Prior Art] Air bag equipment is equipment which an air bag is expanded 
and restrains crew at the time of a collision of a vehicle, and is equipped with the inflator 
which is generally a gas generator, and the air bag which expands by the gas of an inflator. 
[0003] what is restrained from the side is developed not only a thing but in recent years when 
the above-mentioned air bag equipment restrains crew from the front — having — **** — 
inside — an air bag — the window part of a vehicle — the air bag equipment for flanks which 
the side is made to develop needs to contain an air bag around [ window part ] a vehicle, and 
needs to develop this air bag in accordance with the vehicle room side face 
[0004] Such an air bag for flanks receives supply of gas from the inflator (gas generator) fixed 
to the root of for example, a front pillar, i.e., the side panel of a vehicle etc. The air bag 
contained by the front pillar section, the roof side-rail section, the pin centerjarge pillar 
section, the quarter pillar section, etc. It is the air bag which develops near a window part 
along with a vehicle room flank, and restrains crew, and a point greatly different from a usual 
air bag is in the point which can consider the gestalt which maintains the long intumescence 
time of a number sec for the crew restraint at the time of a vehicle fall. That is, it is setting to 
one of the purposes to carry out intumescence expansion of the usual air bag in short time of 
about some dozens of msecs from number msec, and for the air bag for flanks proposed newly 
to lengthen the intumescence persistence time with a number sec to being the function 
exhausted while restraining crew. 
[0005] 

[Problem(s) to be Solved by the Invention] this invention copes with the actual condition like 
****, and is made — having — the window part of a vehicle — in the air bag for flanks 
developed to the side, it aims at raising the airtightness of an air bag and lengthening the 
intumescence persistence time by carrying out the seal of the joint of cloth densely 
[0006] 

[Means for Solving the Problem] namely, the thing for which the manufacture technique of the 
air bag for flanks of this invention which suits the above-mentioned purpose carries out the 
pol ymerization of the cloth which carried out the seal of the cla i m 1 almost airtifihtlv . or turns 
it up, and joins the periphery section — **** — forming — this **** — the window part of a 
vehicle — in the air bag for flanks which the side is made to develop, while sewing performs 
the above-m entioned junction, it is characterized by makingjthi s sewing section cover with a 
"se^ferrfrfrorrTthe inside of an 

[0007J Moreover, the manufacture technique of the air bag for flanks of a claim 2 is 
characterized by for the front reverse and sewing remaining and making this sewing section 
cover with a sealant from between **s, respectively while it similarly joins the cloth periphery 
section by sewing. And in the manufacture technique of these claims 1 or 2. a fter performing 




sewing o f the cloth periphery section for the seal of the above -mentioned cloth, it is possible 
for y ou to__also make it carry out by coating these cloth with silicone rubbe r. Moreover, the 
"seaTof the above-mentioned cloth may be beforehand made by coating silicone rubber etc. 
[0008] the manufacture technique of the air bag for flanks of a claim 5 carrying out the 
polymerization of the cloth which carried out the seal too almost airtightly, or turning it up, 
and joining the periphery section on the other hand, — **** — forming this **** the 
window part of a vehicle — in the air bag for flanks which the side is made to develop, while 
the coating layer of vulcanized rubber is formed in each plane of composition of the above- 
mentioned cloth, respectively, it is characterized by pasting up these coating layers with 
rubber cement 

[0009] Moreover, the manufacture technique of the air bag for flanks of a claim 6 sandwiches 
a beltlike non-vulcanized rubber sheet between these coating layers, and is characterized by 
vulcanizing this non-vulcanized rubber sheet and pasting up while it forms the coating layer of 
vulcanized rubber in each plane of composition of the cloth periphery section, respectively. 
And in the manufacture technique of these claims 5 or 6, it is also possible to give the coating 
layer of the above-mentioned vulcanized rubber to the whole cloth, and to carry out the seal 
of the cloth by this coating layer. 

[0010] On the other hand, the manufacture technique of the air bag for flanks of the claim 8 
of this invention In the air bag for flanks which the side is made to develop carrying out the 
polymerization of the cloth which carried out the seal almost airtightly, or turning it up 
similarly, and joining the periphery section — **** — forming — this **** — the window part 
of a vehicle — While the coating layer of an unvulcanized rubber is formed in each plane of 
composition of the above-mentioned cloth, respectively, it is characterized by doubling these 
coating layers, vulcanizing by heating or the pressing and pasting up. In this case, while the 
seal of cloth is performed by giving the coating layer of the above-mentioned unvulcanized 
rubber to the whole plane-of-composition side of each above-mentioned cloth, it is also 
possible to vulcanize only the coating layer of this plane of composition, and to paste up by 
heating or pressurizing only the above-mentioned plane of composition. 
[0011] Moreover, it is characterized by doubling these coating layers and the manufacture 
technique of the air bag for flanks of a claim 10 joining them by the thermofusion while it 
forms the coating layer of thermoplastic polyurethane in each plane of composition of the 
above-mentioned cloth, respectively. In this case, while the seal of cloth is performed like a 
claim 1 1 by giving the coating layer of the above-mentioned thermoplastic polyurethane to the 
whole plane-of-composition side of each above-mentioned cloth, it is also possible to carry 
out the thermofusion only of the coating layer of this plane of composition, and to join the 
above-mentioned cloth by heating only the above-mentioned plane of composition. Moreover, 
it is also possible to join cloth by installing the above-mentioned thermoplastic polyurethane 
to each plane of composition of the above-mentioned cloth as a beltlike sheet, respectively, 
and carrying out the thermofusion of this installed sheet like a claim 12. 

[0012] Furthermore, the manufacture technique of the air bag for flanks of the claim 13 of this 
invention In the air bag for flanks which the side is made to develop carrying out the 
polymerization of the cloth which carried out the seal almost airtightly, or turning it up, and 
joining the periphery section — **** — forming — this **** — the window part of a vehicle 
— While the seal of cloth is performed by laminating a thermoplastic polyurethane sheet in 
the whole plane-of-composition side of each above-mentioned cloth, it is characterized by 
joining the above-mentioned cloth by carrying out the thermofusion only of the polyurethane 
sheet of the above-mentioned plane of composition, and the above-mentioned claim 5 or 
either of 13 — in the manufacture technique of one term, it is also possible to give sewing 
which sutures cloth to this plane of composition after adhesion of a joint or a junction 
[001 3] Furthermore, the manufacture technique of the air bag for flanks of the claim 1 5 of this 
invention sandwiches a beltlike non-vulcanized rubber sheet between these coating layers, 
and is characterized by giving sewing which sutures cloth to the above-mentioned plane of 
composition with this rubber sheet not being vulcanized while it forms the coating layer of 
vulcanized rubber in each plane of composition of the above-mentioned cloth, respectively. 
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And in the manufacture technique of the above-mentioned claim 15. it is also possible to give 
the coating layer of the above-mentioned vulcanized rubber to the whole cloth, and to carry 
out the seal of the cloth by this coating layer. 
[0014] 

[Function] In each manufacture technique of the above-mentioned this invention, it is possible 
respectively easy and to perform the seal of the joint of the air bag for flanks by the low cost. 

[0015] 

[Embodiments of the Invention] Hereafter, with reference to an accompanying drawying, the 
gestalt of operation of this invention is explained further. 

[0016] A-A line sectional drawing of drawing 1 and the drawing 3 of the perspective diagram 
and the drawing 2 showing [ 1 ] the air bag for flanks of this invention operation gestalt are B 
section enlarged views of drawing 2 . the above-mentioned air bag 1 It is contained by the 
front pillar section and the roof side-rail section (not shown) of a vehicle, respectively, and 
develops from the above-mentioned front pillar section and the roof side-rail section to the 
side of the window part of a vehicle in accordance with the vehicle room side face with the 
inflator (not shown) connected to opening 2. 

[0017] After the above-mentioned air bag 1 carries out the polymerization of the two 
isomorphous cloth 8 and 9 or turns up one cloth of a symmetrical configuration to two, by 
suturing the periphery pars marginalis of this cloth 8 and 9, it forms **** 1a, and the outside 
surface (or internal surface of parietal bone) of this cloth 8 and 9 is coated with it so that the 
rubber coating materials 4, such as chloroprene rubber and silicone rubber, can maintain the 
airtight status of these cloth 8 and 9. 

[0018] On the other hand, in the above-mentioned air bag 1, as shown in drawing 1 , while 
sewing of the sewing section 3 of a periphery remains and necessary extension of ** 4 is 
carried out in the upper part of an air bag, two or more stomas 5 which make a bolt and a 
rivet insert in this remaining ******** are formed, and it is making with the above-mentioned 
front pillar section and the attachment section 6 to the roof side-rail section. 
[0019] And in this operation gestalt, as shown in drawing 3 , the seal of this sewing section 3 
is performed among the above-mentioned sewing section 3 from the inside of an air bag by 
pasting up the tape 7 of silicone rubber with adhesive s. such as silicon moisture absorption 
hardening type adhesives. The seal of this sewing section 3 can also be carried out by the 
front reverse of the sewing section 3 and sewing remaining, and pasting up the silicon rubber 
tape 7 like the above between **s 4, respectively, as shown in drayying 4 . In this case, sewing 
remains and the seal between **s 4 may be made to slush the adhesives (sealing compound) 
of a silicon system as a sealing compound. In addition, after the seal of the cloth 8 and 9 
which constitutes the above-mentioned air bag 1 gives periphery sewing 3 for forming an air 
bag to cloth, it can be carried out by coating these cloth with silicone rubber. Moreover, it is 
also possible to perform the seal of these cloth 8 and 9 by giving the above-mentioned rubber 
coating beforehand to cloth 8 and 9, before performing periphery sewing 3. 
[0020] Next, sectional drawing showing [ 5 ] the air bag for flanks of the 3rd operation gestalt 
and the drawing 6 are expanded sectional views showing the joint of this air bag, and this 
whole air bag configuration is the same as that of a previous example except for sewing 3. 
namely, the thing for which this air bag carries out the polymerization of the cloth 8 and 9 
which carried out the seal almost airtightly, and the periphery section is joined **** 1a 
forming — this **** 1a — the window part of a vehicle — it is the air bag for flanks which 
the side is made to develop, and as shown in drawing 6 , while the coating layer 10 of 
vulcanized rubber is formed in each plane of composition of the above-mentioned cloth 8 and 
9, respectively, these coating layer 10 comrades are pasted up with The vulcanized-rubber 
coating layer 10 of the above-mentioned cloth plane of compositions 8a and 9a is formed of 
the same process as formation of vulcanized-rubber coating layer 10' for carrying out the seal 
of the cloth 8 and 9. 

[0021] Drawing j j s a n expanded sectional view showing the joint of the air bag for flanks of 
the 4th operation gestalt, and the cross section which shows this whole air bag is the same as 
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that of the above-mentioned view 5 . That is, this air bag for flanks sandwiches the beltlike 
non-vulcanized rubber sheet 12 between these coating layers 10, and is joining the periphery 
sections of cloth 8 and 9 by vulcanizing this non-vulcanized rubber sheet 12 an d pasting up 
while it forms the coating layer 10 of vul can ized r ubbe r in each plane of compositions 8a and 
9aToFthe cloth 8 and 9 which carrie^^urthe^eaTalmost airtightly, respectively. In addition, 
the above-mentioned rubber coating layer 10 is formed in rubber coating layer 10' for seals of 
cloth, and one. 

[0022] Next, drawing 8 is an expanded sectional view showing the joint of the air bag for flanks 
of this invention 5th operation gestalt, and the cross section which shows this whole air bag is 
the same as that of the above-mentioned view 5 . That is, this air bag for flanks 1 doubles 
these coating layer 13 comrades, and is joining the periphery sections of cloth 8 and 9 by 
vulcanizing by heating or the pressing and pasting up while it forms the coating layer 13 of an 
unvulcanized rubber in each plane of compositions 8a and 9a of the above-mentioned cloth 8 
and 9 which carried out the seal almost airtightly. In this case, as shown in drawing. 8 , while 
the seal of cloth 8 and 9 is performed by giving the coating layer 13 of the above-mentioned 
unvulcanized rubber to the whole plane-of-composition 8a [ of each above-mentioned clpth 8 
and 9 ], and 9a side, it is also possible to vulcanize only the coating layer 13 of these plane of 
compositions 8a and 9a, and to paste up by heating or pressurizing only the above-mentioned 
plane of compositions 8a and 9a. 

[0023] Drawing 9 is an expanded sectional view showing the joint of the air bag for flanks of 
this invention 6th operation gestalt, and the cross section which shows this whole air bag is 
the same as that of drawing 5 . Namely, this air bag for flanks doubles these coating layer 14 
comrades, and has joined them by the thermofusion while it forms the coating layer 14 of 
thermoplastic (thermofusion nature) polyurethane in each plane of compositions 8a and 9a of 
the cloth 8 and 9 which carried out the seal airtightly, respectively. In addition, 10' in drawing 
is a rubber coating layer for carrying out the seal of the cloth 8 and 9, and can be formed in 
both of the front reverse of cloth 8 and 9. In this case, as shown in drawing 10 , while the seal 
of cloth 8 and 9 is performed by giving the coating layer 14 of the above-mentioned 
thermoplastic polyurethane to the whole plane-of-composition 8a [ of each above-mentioned 
cloth 8 and 9 ], and 9a side, it is also possible to carry out the thermofusion only of the 
coating layer 14 of these plane of compositions 8a and 9a, and to join the above-mentioned 
cloth 8 and nine comrades by heating only the above-mentioned plane of compositions 8a and 
9a. 

[0024] Moreover, it is also possible to join the above-mentioned plane of compositions 8a and 
9a by laminating the beltlike thermoplastic (thermofusion nature) polyurethane sheet 15 in the 
plane of compositions 8a and 9a of cloth instead of the above-mentioned polyurethane 
coating layer 14, and carrying out the thermofusion of this polyurethane sheet 15 as octavus 
operation gestalt, as shown in drawing 11 . 

[0025] As furthermore shown in drawing 12 , while the seal of cloth 8 and 9 is performed by 
la minating the thermoplastic polyurethane sheet 1 5 in the whole plane-of-composition 8a [ of 
each above-mentioned cloth 8 and 9 ], and 9a side, it is also possible to join the above- 
mentioned cloth 8 and nine comrades by carrying out the thermofusion only of the 
polyurethane sheet 15 of the above-mentioned plane of compositions 8a and 9a. 
[0026] In addition, in the air bag for flanks of other operation gestalt except the above 1st and 
the 2nd operation gestalt, it is also possible to give cloth 8 and sewing 17 which sutures nine 
comrades to the above-mentioned plane of compositions 8a and 9a after adhesion of plane of 
compositions 8a and 9a or a junction, as shown in drawing 1 1 . 

[0027] Finally drawing 13 is an expanded sectional view showing the joint of the air bag for 
flanks of the 10th operation gestalt of this invention, and the configuration which shows this 
whole air bag is the same as that of drawing 5 . That is, this air bag for flanks sandwiches the 
beltlike non-vulcanized rubber sheet 16 between these coating layers 10, and has given cloth 
8 and sewing 17 which sutures nine comrades to the above-mentioned plane of compositions 
8a and 9a with this rubber sheet 16 not being vulcanized while it forms the coating layer 10 of 
vulcanized rubber in each plane of compositions 8a and 9a of the cloth for air bags 8 and 9 




which carried out the seal airtightly. respectively. In addition, the coating layer 10 of the 
above-mentioned vulcanized rubber is given to cloth 8 and the nine whole rear face (or front 
face), and the seal of the cloth 8 and 9 is carried out by this coating layer 10' for seals. A deer 
is carried out and it is possible easy and to perform the seal of the joint of the air bag for 
flanks by the low cost by the manufacture technique of the air bag for flanks of each [ these ] 
operation gestalt. 

[0028] As mentioned above, although the gestalt of operation of this invention was explained, 
a lamination here is sticking so that the laminating of the sheets, such as polyurethane, may 
be carried out to cloth, and coating is applying rubber and the resin of the melting status to 
cloth, and covering by the coat. 
[0029] 

[Effect of the Invention] the window part as which the manufacture technique of the air bag 
for flanks of this invention is as having explained above, and airtightness is required rather 
than other air bags — the side — in the developed type air bag for flanks, a remarkable effect 
that the seal of the cloth joint is moreover made to perform in a low cost simply and certainly 
is done so 
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* NOTICES * 

The Japanese Patent Office is not responsible for any 
damages caused by the use of this translation. 

1. This document has been translated by computer. So the translation may not reflect the 
original precisely. 

2. **** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



DESCRIPTION OF DRAWINGS 
[Brief Description of the Drawings] 

[Draw|ng_l] It is the perspective diagram showing the air bag for flanks of this invention 1st 
operation gestalt. 

[Drawing 2] It is A-A line sectional drawing of drawing 1 . 
[Drawing 3] It is the enlarged view of B section of drawing 2 . 

[Drying 4] It is the expanded sectional view showing the joint of the air bag for flanks of this 
invention 2nd operation gestalt. 

[Draw ing 5] It is sectional drawing showing the air bag for flanks of this invention 3rd 
operation gestalt. 

[ Drawin g 6] It is the expanded sectional view showing the joint of this air bag. 

[Drawing 7] It is the expanded sectional view showing the joint of the air bag for flanks of this 

invention 4th operation gestalt. 

[Dr^ing.8] It is the expanded sectional view showing the joint of the air bag for flanks of this 
invention 5th operation gestalt. 

[Drawing 9] It is the expanded sectional view showing the joint of the air bag for flanks of this 
invention 6th operation gestalt. 

[ Drawin g 10] It is the expanded sectional view showing the joint of the air bag for flanks of 
this invention 7th operation gestalt. 

[ Drawing 1 1] It is the expanded sectional view showing the joint of the air bag for flanks of 
this invention octavus operation gestalt. 

[Drawi ng 12] It is the expanded sectional view showing the joint of the air bag for flanks of 
this invention 9th operation gestalt. 

[ Draw ing 13] It is the expanded sectional view showing the joint of the air bag for flanks of 
this invention 10th operation gestalt. 
[Description of Notations] 

1 Air Bag 
1 a 

2 Opening 

3 Sewing Section 

4 Sewing Remains and it is **. 

5 Stoma 

^6 AttachTnentTS^ctroR^ 
7 Silicon Rubber Tags^ 



.8^9-GIothr~ 
8a, 9a Plane of composition 

10 Vulcanized-Rubber Coating Layer 
10 f Rubber coating layer for cloth seals 

1 1 Rubber Cement 

12 Non-Vulcanized Rubber Sheet 

13 Unvulcanized-Rubber Coating Layer 

14 Thermoplastic Polyurethane Coating Layer 

1 5 Thermoplastic Polyurethane Sheet 

16 Non-Vulcanized Rubber Sheet 
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1 7 Sewing 
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